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SECTION I

PURPOSE AND FUNCTION OF THE PROGRAM

A. INTRODUCTION

The quality control program has set forth the system and procedurex for
handling all materials during the manufacturing process. The quality cont-ol
officz was assigned the responsibility of supplying information and guidance to
the manufacturing activities in order to assure a quality product. The direction
of the quality cou‘rol program ensures that inspection and quality control pro-
cedures are conducted in such a manner as to satisfy the quality control require-
ments of the Project Relay contract.

B. IMPLEMENTATION OF PROGRAM

In order to have an effective quality control program, several tags, forms,
procedures, and flow charts have been developed and implemented. The tags

~ and forms (refer to Section II) provide the records and documentation necessary

to assure that the quality control program is adequate for the production facility.
Continuous analysis and evaluation of these records provides the follow-up infor-
mation on the quality control program and the manufacturing process. The pro-
cedures and flow charts for each manufacturing process (refer to Section III)
illustrate the inspection check points required hy the production and quality con-
trol inspectors.

The quality control program provides for a roving quality control monitor.
His duty is to make the manufacturing and engineering activities aware of the
extent of the program. The quality control monitor is also in a position to locate
difficulties in the manufacturing process which could cause a degradation of the
product. Where difficulties which could affect the product quality become evident
in the mauufacturing process, the quality control monitor will lend assistance to
the manufacturing activity to alleviate the difficulty. -

“im— -—— N W N R SRR W ) » . L] ] ] 1 ]

R SR TR

B



C. VENDOR QUA LITY CONTROL COVERAGE

Quality control surveillance is required of all vendors producing units or
subunits. Vendor quality control surveillance is provided by either the RCA-DEP
I'ield Quality Control activity, or the project Product Assurance group. Product
Assurance personnel are assigned o the vendor’s piant for the duration of the
vendor’s contract. The DEP Field Quality Control activity furnishes coverage
at the vendor’s plant periodically, upon written request from the project
Quality Control office.
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SECTION O

TAGS, FORMS AND LUGS

A. INTRODUCTION

The purpose and use of each tag or form required by the program is des-
cribed in the following paragraphs. The t;ne of information required in each
entry space and the personnel required to make the entry is also explained. 1he
tags and forms required are:

1) Traveler Tag

2) Environmental! Test Tag

3) Test Status Report

4) Unit Performance Record

5) Quality Control Audit Sheet

6) System Integration Area Log Sheet

B. TRAVELER TAG
1. Pui pose

. :.e traveler tag (see Figure II-1) will be attached to the item at the
first stage in the manufacturing process. It will De attached by the wiremen when
the item is being assembled by the production activity, or by the technician when
the item is being assembled by the engineering activity. An item going through
the manufacturing process shall have a traveler tag attached » it at all times,
excapt where the iag is liable to interfere with a manufacturing process., When a
traveler tag is removed from an item, it shall be gusz~ded against loss or sepa-
ration from the item, but it should be available at all tir.ies for review by the
quality control inspector. The traveler tag will be dated and stamped or initialed
as the item proceeds through the steps in the manufacturing process. The pur~
poses of the traveler tag are:

1||

a) Identification: An item that is not identified by a name plaie
can be identified by the attached traveler tag.

II-1




b Pruvcess Control: By reviewing the traveler tag, the Quality
Control cffice can ascertain that ali the previous stens in the
manufacturing process have been completed and are controlled.

c} Guality Control: The traveler tag serves as a record to show that
the rems has bad all the aecessary inspections to be assured of a
quality procduct.

&) Item Status Report: The traveler tag indicates what portions cf the
manuiacturirg process have been combleted on the item.,

<. Spccial Manulacturing Instiuctions: The “Rework” block on the
reverse side of the traveler tag is used to list class ““B*’ stand-
ard repzir iist instructions and any applicable engineering change
notices which would affect the manufacturing process.

3. Functjon

After a unit receives its final quality control inspection, the accompa-
nying records will be filed. The traveler tag will stay attached to the unit until
it is assembled on the spacecraft. At this time, the traveler tag is removed from
tke unit and placed in an envelope with all traveler tags of other units being assemb-
led to the spacecrafi. The envelope containing all the iraveler tags will be filed in
a readily available location. When the units are assembled on the next higher as-
sembly <r on the spacecraft, a traveler tag for the next higher assembly or the
spacecraft ¥ill be attached.

3. Description

The following is a description of the information to be included in each
of the entry blocks on the front side of the tag:

a) Title: The item name or title shail be entered in this area.

b) Serial No.: The serial number of the item, the prototype
number, or flight model number with which the item is to he
used shall be entered in this areca.

c) Shop Order (S. O.): Enter the shop order number applicable
to the item.

SPCRI PR

d) Contract: Enter the applicable contract number.
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Figure II-1. Traveler Tag, Front and Back Views
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g)

h)

)

k)

1)

0)

Drawing No.: Enter the assembly drawing number located in
the title block of the drawing which accompanies the item.

Date: Enter the day, month, and year the traveler tag is
attached to the item.

Engineering Request (E. R.): Enter the engineering request
number for producing the item.

Production (PROD.): A stamp or the initials of the wiremen,
technician or operator completing a function in the manufactur-
ing process shall be entered in Lhis area.

Inspection (INSP.): The production inspector shall place his
stamp and date in this area when an item has the inspector’s
approval for a manufacturing process function.

Quality Control (Q. C.): The quality control inspector shall
place his stamp and date in this area after he approves an

item. The quality control stamp verifies that the unit meets
the inspector’s approval, that all previous manufacturing
functions on the item have been compieted, and that the traveler
tag is filled out properly.

Unit Assembly (/nit Assy.): The blocks to the right in ihis
area will be stamped or initialed when the process 3 completed.

Electrical Test: This shall be initialed by the engineer per-
forming the test to indicate that the test was sa.isfactorily comp-
leted. The engineer shall plcce his initials in the fProd.”’
column. The quality control test moritor shall place his ini-
tials under the ‘‘Q. C.*’ column.

Conformal Coating: The t~chnician or overator shall enter his
initials under the ‘‘Prod.’’ column after he has completed con-
formal coating the unit. The quality control inspector will enter
his stamp of approval in the Q. C.”’ column,

Mechanically Secure Unit: The technician shall placz his ini-
tials or stamp under the ‘‘ Prod.’’ column after he has mecha-
nically secured the unit. The production inspector i hall inspect
the unit and place his stamp under the ‘‘Insp.’’ column after
approval. Approval by the quality control inspector shall be
verified by a stamp appearing in the Q. C.’’ column,

Environmental Test: The Project Relay ervironmental test
engineering leader shall place his initials under the ‘“Insp.’’
column after the unit has satisfactrrily compieted the environ-
mental tests. The quality control test moritor shall olace his
stamp or initials under the ‘“Q. C.?’ column after the unit has
satisfactorily compieted the environmental tests.




p)

F'nal: The quality control inspector shall place his stamp in
this arca after he has inspected the unit which has completed
environmental tests and makes sure the records and tags are
complete,

NOTE: The margin at the top of the tag can be used

for any additional identifying information.

The following: is . description of tne information to be included in
each of the entry blocks on the reverse side of the traveler tag.

a)

b)

c)

d)

Missing Parts: This space will be used to indicite all parts
that are missing from the unit »t the time the unit is submitted
for inespection. Each part will be listed by its part reference
designation. As each part is installed and the installation is
approv:d, the inspector will place his stamp by the part re-
ference cesignation listed in this space.

Shop order (S. O.): The shop oxder number of the unit will
be enteved in this arec.

Engincering Requect (E. R.): Tre engineering request number
for the unit will be entered in this area.

Rework: Any rework to the unit after quality control acceptance
wili be entered in this area. The qualicy control inspector will
place his stamp by the descripcion of the rework as it is inspected
and approved.

Shop Order (S. O.): The shop order number for the unit will be
entered in this area when rework is required.

Engineering Request (E. R.): The engineering request number
describing the natuve of the rework to the production area will
be entered in this area.

C. ENVIRONMENTAL TEST TAG

1. Purpose

~ The environmental iest tag (cee Figure II-2) shall be attached to the
unit and completed by the environmental simulation department personnel.

The purpcse of the environmental test tag is to show that a unit has been
through the environmental tests. It also indicates which portions of the environ-
mcental tests have becn completed satisfactorily.
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UNIT. ... e et e SERIAL No. ...,

TEST — Qualification O Acceptance O

Use For P-O F- F-2 F-3  Spare
8] 0 a (W]

Certification of Satisfactary Completion of:

Enviconmental Teshs . . . .. .. ... .. Date............
Bloctricdl Taubs . ... ... ... Date.............
Acceptable for Vehicle Assy ... ... ...

TEST HISTORY

ﬁ Date Initials
Leak
Temp.

Hum.
Vib.
Acc.,
Th-Vae
Shock

Wt

Figure II-2<. Environmental Test Tag, Front and Back Views




i) Acceptable for Vehicle Assembly: This block shall be signed
by project management aiter the Environmental Tests and
Electrical Tests blocks have heen signed by the cognizant
engineers.

j) Test History; Leak, Temperature (Temp.), Humidity (Hum.),
Vibration (Vib.), Acceleration (Acc.), Thermal-Vacuum
(Th-Vac), and Shock: These blocks shall be initialed by the
engineer performing each test as they are cempleted satisfactorily.

k) Date Initials: The engineer shall enter the day, month, and year
that each test which is listed in left hand column is completed.

D Weight (Wt.): The weight of the unit, measured in pounds or
grams to the nearest tenth, will be entered in this area along
with the initials of the system integration engineer.

D. TEST STATUS REPORT
1, Purpose

The repsort shall be completed by the gnality control personnel
assignel to monitor the environmental and electrical tests. Copies of this
report £hall be submitted to the Project Quality Control office and the Project
Product Assurance office on a weekly basis.

The purpose of the test status report (see Figure II-3; is to provide the
Quality Control and Product Assurance cffices with a record of the units being
electrically and environmentally tested. The report also indicates the portions
of electrical and environmental tests that have been completed on a unit, In
the case of a unit failure during testing, the record gives a summary report
of the time of failure and the test under which the failure occurred.

2. Description

A description of the entry blocks on the report and the information
to be included are as follows:

a) Q.C. and P.A. Monitor Activity: Enter the names of the
persons in the Quality Control office and Product Assurance
office who are to receive a copy of the report.

b) Report Date: Enter the day, month, and year the report is
being submitted.

II-8
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-

c)

d)

g)

h)

J)

k)

1)

Unit Designation: Enter the prototype number or flight model
number of the unit being tested.

Equipment Name: Enter the name, or tit'le, and the serial
number of the wnit under test.

Type of Test: Indicate the type of test being performed. If
environmental, enter that portion of the environmental test
being performed; such as, vibration, acceleration, humidity,
thermal-vacuum, etc. If electrical, enter initial bench chLck,
bench check, or bench check after environmental tests.

Location: Enter the RCA facility or subcontractoc’s name
where the test is being conducted.

Test Engineer (Engr.): Enter both the name of engineer res-
ponsible for ‘he unit being tested, and the naine of the engineer
performing the test.

Date:

1) Start: Enter day, month, and year in which the test of
the unit was started.

2) Stop: Enter day, month, and year in which the test of the
unit was completed, or stopped because oi unit malfunction.

Test Result: Enter ‘“passed’’ or ‘‘o.k.’’ for a unit satisfac-
torily compieting a test. Enter ““rejected’’ or ‘“no go’’ for a
unit not satisfactorily completing a tzst.

Remarks: Enter all comments pertinent to the test. If the
unit did rot pass the test, indicate the cause of trouble.

Equipment Hours (Equip. Hrs.): Enter the accumulated unit
operating time in hours, to the nearest tenth.

Monitor: Enter the initiais of the quality control man meni-
toring the test.

E. UNIT PERFORMANCE RECORD

1, Reference

The use, function, and description of the Unil Performance Record
is detailed in the RCA, Defense Electronic Products, inspection Instructions
and Procedures Manual, Quality Control Builetin No., AAA, dated August 11, 1961,
The front and back views of the form are shown ir. Figures II-4 and II-5, respectively.

I-10
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REQUEST FOR GOVERNMENT INSPECTION

DATE TiME BUII DING FLOGR
AM PM

QUANTITY NOMENCLATURE l M ! No DRAWING OR SPECIFICATIOrN

CONTRACT NO LINE OR SERIAL No I S. M. OR 5. O. No.

REMARKS

[:] ACCEPTED
[::] FEJECTED

SIGNATURE

DATE

11-12

Figure II-5.

Unit Performance Record, Back View
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F. QUALITY CONTROL AUDIT

1. Purpose

Ty

The Quality Control Audit (see Figure 11-6) summarizes ‘he defects
listed on the Unii Performance Record. 'rhe audic perforras the function of
allowing quality coutrol personnel to effectively monitor the inspection procedures
and the manufacturing process. By applying a statistica: = oroacn to the audit,
those processes which are out of control and require correc.ive action can be
gleaned.

The Quality Control Audit will be completed and submitted to the Quality
Control office on a weekly basgis. A Quality Contrul Audit sheet w:il be completed
for each serialized unit.

2, Description

A description of the entry blocks on the audit sheet and the infor-
mration to be included are as follows:

a) Unit Title: Enter the title ofthe unit onwhichthe audit isto
be conducted.

b) RCA Part No.: Enter the RCA part number of the unit.
c) Serial No.: Enter the serial number of the unit.

d) Item No.: For purposes of itemizing the categories of defects,
item numbers will be assigned in numerical sequence for each
category uf defect.

e) Number of Defects: Enter the total number of defects listed
for the unit for each category of defect,

f) Defect Description: Enter the description of the detect. A
description of the defect category will be entered in this area,

g) Major: This block wiil be checked if the defect described in:
the ‘‘Defect Description’’ column is classified as a major de-
fect. Classification of defects is described in the quality con- .
trol manual. ! ’

1 RCA-DEP, Astro-Electronics Division Quality Control Instruction, Siandard
Classification of Defects, dated March 1, 1962,
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PROVJECT RETAY
QUALITY CONTROL AUDIT
ﬁl'ni% Title RCA Part Ne. _Serirl No.
MM
: Al
te Nu a1 of ! N
IL,m wmben Defect Description o lo Corrective Action
No. Delecis P
|
'
| — i
Fig ve 1{-6.  wality Control Audit Sheet
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h)

I

Minor: Th.s klock will be checked if the defect described
in the *‘Defect Description’’ column is classified as a mi-
nor defect. !

Corrective Action: Enter a description of the action taken
to correct the defect. /

G. SYSTEM INTEGRATION AREA 1.OG SHEET

1. Purpose _

The System Integration Area Log Sheet (see Figure II-7) is imple-
mented in the spacecraft system integration area to keep a running inventory
list of all units released to the integration area. Units are released to the
integration area for the purposes of:

a)

b)

Assembly to the test spacecraft structure by integration
area personnel to complete the vibration portion of the
environmental test, and

Storage prior to final assembly to a spacecraft structure.

2. Reyuirements

To insure that a unit gets full quality control coverage, the following
requirements were imposed on the spacecraft system integration area for main-
taining the System Integration Area Log Sheet:

a)

b)

A unit being submitted to the integration area must have a
traveler tag attached.

All units released to the integration area must be logged in
the System Integration Area Log Sheets.

All units submitted to the integration area for storage prior
to final assembly to the spacecraft structure must have veri-
fication of final approval by quality control personnel on the
the traveler tag.

bid.
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d)

e)

Units that are iogged into the integraiion area for final
assembly will not he taken from the integration area with-
out quality control approval.

All unite that are to be resubmitted to the integration area
for final assembly to the spacecraft structure must have an
indication of qual:ty control approval on the attached traveler
tag.

3. Description

Instructions for filling out ihe System Integration Log Sheets are

as follows:

a)

b)

d)

e)

g)

h)

1I-16

System No.: Enter tne spacecraft system number for the
units listed on this page.

Date In: Enter the day, month, and year the unit is logged
into the integration area.

Date Out: Enter day, month, and year tte unit is taken
frora the integration area,

Unit Title: Enter the title of the unit being logged in.
RCA Part No.: Enter the RCA part number of the unit.
Serial No.: Enter the serial number of the unit.
Received From (Signature):

1) In: The signature of the person releasing the unit to
the integration area should appear here.

2) Out: The signature of the person in the integration area
responsible for maintaining the log sheets should appear
here when the unit, that has been logged into the integra-
tion area, is taken out of the integration area.

Received By (Signature ):

1) In: The signature of the person in the integration area
responsible for maintaining the log sheets should appear
here when a unit is released to the integration area.

2) Out: The signature of the person taking the unit out of
the integration area should appear here.

b

]
|
|
|
|
[
[
[
[
g
!
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Unit Weight: TlLe spacecraft system integration arez personnel

will weigh each unit as it is released to them.

The weight of

the unit, in grams to the nearest tenth, will be enterzd in this

area.

SYSTEM INTEGRATION AREA LOG SHEET

SYSTEM NO.

Date Date Unit RCA | Serial Re%ii:rid Received By |Unit
In Out Title Part No. No. (signature) (signature) Wt.

In In

Out Out

In In

Out, Out

In In

Out Out

In In

Out Out

In In

Out Out

In In

Out Out

In In

Out Out

In In

N Out Out

* Unit logged in for final integration must be stamped by Quality Control in the Final
block of .the traveler tag.

Figure 11-7.

System Integration Area Log Sheet
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SECTION III

MANUFACTURING PROCEDURES AND FLOW CHARTS

A. INTRODUCTION

Manufacturing procedures and associated flow charts have been implemented
for each unit that is fabricated or assembled at RCA-AED., The procedures and
associated flow charts are inspection oriented; they show the points at which pro-
duction inspection and quality control inspection or surveillance take place.

B. INCOMING PARTS AND MATERIALS HANDLING PROCEDURE

Each lot of parts and materials coming into RCA~AED shall be processed
by the receiving and purchased materials inspection (PMI) personnel according
to standardized procedures. 1 Typical PMI inspection tags and forms shall be
filled out for each lot. Figure III-1 is a flow chart that diagrams the flow of

RECEIVING

PURCHASED MATERIAL INSPECTION(PMI)

MECHAN!CAL PARTS AND
ELECTRONIC PARTS RAW MATERIALS

ELECTRONIC COMPONENT BAKE

PMI RETEST

’ ' STOCK ROOM

MANUFACTURING CONTROL

TO BOARD OR UNIT ASSEMBLY AREA

Figure IlI-1. Incoming Parts and Materials Handling Procedure, Flow Chart

1 RCA-AED Quality Control Manual, Quality Procedure No. 3413, dated December
$, 1957,
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material through these stations. The function and responsibility of each station
on the flow chart is as follows:

1)

2)

3)

4)

5)

6)

Q

All repairable items, properly tagged and documented, will be sent to the

Receiving: All parts and materials coming into RCA~AED from ven-
dors or subcontractors must be logged in through the receiving section.

Purchased Material Inspection: All parts and materials coming out of
the receiving section will be routed through the PMI section. The PMI
section will inspect and test all parts and materials for conformance
with specifications, drawings, and standards. Accept-reject criteria
for each lot shall conform to inspection instructions. All parts and
materials not in conformance with specifications, drawings, and stand-
ards are set aside in an area in the PMI section to await disposition.
Accepted mechanical parts and raw materials go directly to the stock
room, while electronic component parts are processed through the bake
cycle,

Electronic Component Bake: All electronic component parts are put
through the bake cycle as specified in the Subsystem Reliability Re-
quirements-Project Relay, RCA Specification 1171655.

PMI Retest: The PMI section will retest electronic component parts
after the bake cycle. The procedures for test after bake and the
accept-reject criteria are specified in the Subsystem Reliability Re-
quirements-Project Relay, RCA Specification 1171655, All the elec-
tronic component parts which are considered acceptable after bake
will be transferred to the stock room.

Stock Room: The stock room will store all parts and materials coming
from PMI.

Manufacturing Control: The manufacturing control section assigns the
work to be done to the production facility. This includes supplying the
production facility with all the applicable drawings and additional pro- :
duction instructions. )

o o 1

STANDARD REPAIR PROCEDURE

s

repair area for rework. The standard repair procedure is diagrammed in the

flow chart shown in Figure III-2,

ni-2



REPAIRABLE ITEM

r REPAIR AREA

PRODUCTION INSPECTION

ELECTRICAL TEST
‘ QUALITY CONTROL
INSPECTION

+ ACCEPTABLE ITEM

Figure III-2. Standard Repair Procedure, Flow Cbart

A repairable item is defined as an assembly, a subassembly, a unit, or
a board that is found to vary from applicable drawings, standards or specifi-
cations, or fails during either <lectrical or environmental tests. The vari-
ation must be such that it can be corrected by procedures outlined in the Stand-
ard Repair List?, A repairable item which is not repairable in accordance
with the Standard Repair List will be routed to the quality control activity for
preliminary review.

The function and responsibility of each station shown in Figure III-2 are
as follows:

1) Repair Area: This is the facility where the repair or rework is
to be accomplished, whether it be the production activity or the
engineering activity.

2) Production Inspection: The production inspector will inspect the
repair or rework required to eliminate variations from standards,
drawings, or specifications.

¢ RCA-AED Quality Control Manual, Quality Control Instructions, dated
December 8, 1961
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3) Electrical Test: The repaired or reworked item will undergo
electrical test. The item must satisfactorily complete the elec-
trical test.

4) Quality Control: The quality control inspector will inspect the
portion of the item that was affected by the repair or rework for
conformance to drawings, standards, or specifications.

5) Acceptable Item: An acceptable item is an assembly, subassembly,
unit, or board which conforms to drawings, standards and specifi-
cations, and is considered acceptable for further processing.

D. BATTERY BOX PROCEDURE

Production inspection and quality control personnel will inspect all boards
and subunits of the battery boxes, RCA drawing Nos., 1173896 and 1173897, as
outlined in the inspection instructions®. Assembly, production, inspection, and
quality control will Le perfcrmed in accordance with the battery boxes in-process
manufacturing flow chari see Figure III-3). Acceptance of a board or subunit by
the production inspection or quality control personnel shall be verified by a pro-
duction inspection stamp or a quality control stamp. A stamp must appear on
the appropriate traveler tag for every inspection and surveillance station indi-
cated on the flow chart.

The work performed at stations 1 through 6, 7 through 12, and 13 through
16 may be worked as a parallel effort.

Tho work performed at each numbered station of the flow chart is as
follows:

CAUTION: The battery box must be handled with special care as it is
susceptible to damage.

1) Station No. 1: The battery cells will be bonded to the top plate by
chemistry laboratory personnel. The traveler tag will bc attached.

2) Station No. 2: Wire shop personnel will wire the battery cells.

3) Station No. 3: The production inspector will inspect the wirihg.

4) Station No. 4: The quality contrél inspector will inspect the wiring.

5) Station No, 5: Chemistry laboratory personnel will bond the wires to
the plate and paint the top plate,

SRCA-AED Quality Control Manual, Quality Proccdures No. 701, dated
August 5, 1960
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6)

7)

8)

9)
10)

11)

12)

13)

14)

15)

16)

17)

18)

19)

20)

21)
22)

Station No. 6: The quality control inspector will inspect the wire
bond and the painting.

Station No, 7: The battery cells will be bonded to the bottom plate
by chemistry laboratory personnel. The traveler tag will be
attached.

Station No. 8: Wire shop personnel will wire the battery cells,
Station No. 9: The production inspector will inspect ine wiring.

Station No. 10: The quality control inspector will inspect the wiring
performed at Station No. 8.

Station No, 11: Chemistry laboratory personnel will bond the wires
to the plate and paint the bottom plate.

Station No, 12: The guality control inspector will inspect the wire
bond and the painting.

Station No, 13: Model shop personnel will install teflon terminals to
the central structure.

Station No. 14: The production inspector will inspect the teflon
terminal installation.

Station No, 15: Chemistry laboratory personnel will hond thermistors
to the central structure and paint it. A traveler tag will be attached.

Station No. 16: The quality control inspector will inspect the ther-
mistor bond and the painting,

Station No, 17: The top plate, the bottom plate, and the central
structure will be assembled into a unit. The brackets for the con-
nector and the terminal board will be installed. A traveler tag will
be attached.

Station No. 18: The production inspector will inspect the assembly of
the unit.

Station No. 19: Wire shop personnel will complete the wiring of the
unit.

Station No. 20: The production inspector will inspect the completed
unit,

Station No. 21: The quality control inspector will inspect the unit.

Station No. 22: The battery box will undergo electrical tests under
the surveillance of a quality control test monitor.
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E.

controller, RCA Drawing No, 1179564, as outlined in the inspection instructions®,

23)

24)

25)

26)

27)

CHARGE CONTROLLER PROCEDURE

Station No, 23: Chemistry laboratory personnel will bond wires to
the unit and conformal ~oat ali wires, terminals, and the connector,

Station No, 24: The quality control inspector will inspect the con-
formal coating,

Station No, 25: The battery box will undergo environmental tests
under the surveillance of a quality control test monitor.

Station No, 26: Engincering personnel will perform a post-environ-
mental electrical test on the battery box assembly. A quality control

test mon tor will survey the test,

Station No, 27: The qualily control inspector will inspect the tattery
box after environmental and electrical tests to insure that unit was
not damaged by the tests or by the handling,

Station No., 28: The battery box will be transported to the hold area
to await system integration.

Production inspection and quality control personnel will inspect the charge

3

Subassemblies will be inspected and checked against their individual RCA draw-
Assembly, production, inspection, and quality control
will be performed in accordance with the charge controller in-prcoess manu-

ings and specifications,

facturing flow chart (see Figure III-4).

Acceptance of a board or subunit by

the production inspection or qualiiy control personnel shall be verified by a pro-

duction inspection stamp or a quality conirol stamp.

A staimp must appear on

the appropriate traveler tag for every inspection and surveillance station indi-

cated on the flow chari.

The work perfor.med at stations 1 through 6, 7 through 12, and 13 through
15 may be worked as a parallel effort.

The work performed at each numbered station of the flow chart is as
follows:

1)

Station No. 1: The component parts of the battery charge controiler
boards are mounted according to RCA Drawing No. 1706009, Thr
boards are required for each charge controller. Each board will
have its own serial number, and atravelertagwill be attached to each’

board.

% bid
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I1-38

9)

19)

11)

13)

14)

15)

16)

Station No. 2: The production inspector will inspect the componeat
mounting or each board,

Station No. 3: The boards wili be dip soldered.

Station No. 4: The production inspector will inspect each hoard,
as it completes the dig solder operation,

Station No, 5: The guality control inspector will inspect each board.

Station No. 6: rach board will be electrically tested by the engi-
neering section,

Station Mo. 7: The component parts of the low voliage pulse generator
are assembl